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Development of Self-Controlled Contact Tips for Automatic Welding
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(b) after welding

Fig. 1 Schematic diagram of self-controlled contact
tip - (a) before welding and (b) after welding

Fig. 2 Typical self-controlled contact tip'
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Table 1. Welding conditions éppliéd‘ in. this study

Welding voltage. 3V
Welding current 250 A -
Wire feeding rate 9 m/min
Contact tip—to-Work 20 mm
distance (CTWD)
Travel speed 50 cm/min
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Fig. 3 Bead shape after welding—(a) 2 hours
using the conventional contact tip and (b) 4
hours using the self—controlled contact tip

(a) (b)

Fig. 4 Front view of self-controlled ‘contract
tip-(a) before welding b) after 4 hours welding
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